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FABRICATION METHOD of ELECTRO-FORMING MOLD DRAWING-OUT PRODUCTS 
What is claimed 

1 The manufacture method of the □ □ □ drawing-out cast which the above-mentioned spacer carries out to 
the front object of a drawing-out cast □ arrival, and is characterized by coming to unify by equipping with 
the covering material by the above-mentioned material, carrying out the injection set of this heart material at 

□ □ □, and performing necessary drawing-out fabrication while equipping heart material with the spacer 
made by the same material as the material of drawing-out formation. 

Detailed explanation of the invention 

The present invention relates to a fabrication process using a reinforcing core material in an electro-forming 
mold drawing-out fabrication (slash molding), and provides a fabrication method capable of providing a leg 
of a doll made from a soft synthetic resin with reinforcement heart material etc. in □ □ □ . 

Conventionally, the leg of the doll by this □ □ mold drawing-out fabrication had the insufficient mechanical 
intensity of the character top ankle part of a material, and when placing the doll concerned in a standing 
position, it needed a certain reinforcement for the foot. 

When the cast of this elastic material was equipped with reinforcement heart material, according to the 
conventional method, inserting heart material, such as □ □, in the inside of the product after drawing-out 
fabrication processing was performed. 

However, according to this method, since this heart material was not mechanically.combined with an ankle 
part, for example, the said division had the fault which is not fully reinforced. 

Although supplying heart material in □ □ □ before drawing-out fabrication processing was also performed in 
order to improve this Although heart material should just have been supported by the main position of □ □ □ 
according to this method, since it was surely unevenly distributed, it was made difficult to have a fault with 
heart material exposed to the surface of the product after drawing-out fabrication, therefore to equip this kind 
of □ □ □ drawing-out cast with heart material etc. conventionally. 

This invention removes the fault of the above-mentioned conventional method, and enables wearing of heart 
material in □ □ □ before drawing-out fabrication processing. 

That is, using the material of drawing-out fabrication, for example, the same material as an elasticity 
synthetic resin, this heart material is equipped with a spacer, and this spacer becomes so that the above- 
mentioned heart material may be stabilized by the method of this invention in the necessary position of 

□ □ □ and it may be held. 

However, without heart material being exposed to the surface of the product after forming processing, if the 
injection set of the heart material of a lever is carried out at □ □ Hand the usual drawing-out fabrication is 
performed, □ arrival of the spacer for holding this heart material can be carried out to the front object of the 
product by drawing-out fabrication in one, and it can be unified completely mechanically. 

Moreover, it covers with the same material as the material of drawing-out fabrication to the whole heart 
material, and this invention becomes it so that heart material may not be exposed to the front object of 
drawing-out fabrication, even if heart material should curve at the time of forming processing. 



Even if a part of heart material tends to contact □ □ □ by curve etc. by [ which write ] carrying out, this can 
be prevented by the above-mentioned covering material, and it can prevent completely that heart material 
etc. is exposed to the product at the time of drawing-out fabrication completion. 

The present invention will be described with reference to one embodiment shown in appending 
figures below. 

The figures show a fabrication of a leg of a doll according to the embodiment. In Fig. 1, spacers 2 
and 3 are inserted in both ends of a core wire 1, for example, an iron wire, respectively. These spacers 2 and 
3 are made up of material used in drawing-out processing, for example, the same material as soft synthetic 
resin. 

Moreover, above-mentioned core wire 1 is provided with a covering material 6 made of the same 
material as spacers 2 and 3, i.e., the material used for drawing-out fabrication processing. Moreover, since 
the above-mentioned spacer 3 is provided on a comparatively thick section side of an electro-forming mold, 
a plurality of projection-like supporting parts 31 are formed on the spacer 3 so as to easily fuse with a front 
object at the time of drawing-out processing. These supporting parts 31 exists not only to facilitate the 
above-mentioned fusion but also to facilitate flow of liquid-like material as described below. 

Fig. 2 shows a state in which the core wire 1 is inserted into the electro-forming mold 4. In this state, 
the core wire 1 is held by the spacers 2 and 3 in a required position, for example, substantially along a center 
line of the electro-forming mold 4. In an inserting process, what needs to be done is just to insert the core 
wire 1 into the electro-forming mold 4. The core wire is surely set to a required position at the time when 
the electro-forming mold is filled with the liquid-like material (sol) through a centrifugal force during 
forming process. 

As described above, an ordinary drawing-out fabrication processing is performed. That is, although 
sols other than fleshing sol is discarded from a filling port after a preliminary fleshing in the drawing-out 
fabrication processing, abandonment of this unnecessary sols is performed through between the supporting 
parts 31 of the above-mentioned spacer 3. Then, a primary fleshing is performed, and, in a finished product 
drawn out of the electro-forming mold 4, the core wire 1 is not exposed outwardly of the front object 5 of the 
formed product and integrated with an inner portion of the formed product, as shown in Fig. 3. The spacers 
2 and 3 for holding this the core wire 1 are integrated with the material of the front object 5. 

As explained above, according to the present invention, a drawing-out fabrication processing is 
performed by inserting a core material having spacers into an electro-forming mold and holding it therein 
using the same material of the spacers as material of the drawing-out fabrication processing. Thus, the core 
material is mechanically held reliably inside a finished fabrication product. Therefore, if this invention 
method is used for fabricating a leg of a doll, an ankle of the doll can be mechanically fully reinforced. 

Products requiring a certain degree of mechanical strength have been fabricated using expensive 
injection molding, however, a method according to the present invention can provide inexpensive products 
by a drawing-out processing using an electro-forming mold and a core inserted therein. 

Brief explanation of the drawings 

Fig. 1 is a perspective view showing a core material according to one embodiment of the present 
invention. 

Fig. 2 is a broken perspective view showing a state in which the core material is inserted in a mold. 

Fig. 3 is a perspective view showing a state in which a product was taken out from the mold. 

In the figures, reference numeral 1 denotes a pacer, reference numerals 2, 3 denote spacers, reference 
numeral 4 denotes a electro-forming mold, reference numeral 5 denotes a surface object, and reference 
numeral 6 denotes coating material. 
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